06/16/2006 11:51 FAI 310 785 5390 



JMBM 



El 



ftfPUBLjQUE FRANCAISE 

MINISTtME 
DU DEVELOP P^MENT INDUSTRIEL 
ET SCIENTlf IQUE 



INSTTTUT NAT1DMAL 
DE LA PRQPRlfTt INDU5TBIELLE 



BREVET D'INVENTION 

(21) du proces verbal de depot 170.045 - Paris. 

(g) Date de depot 16 octobre 19GS, § 10 h 21 mn. 

Date de I'arrete de delivrance 5 janvier 197Q. 

(Jb) Date de publication de I'abrege descriptrf au 

Buff&dnOmcieJdef&Propn4t4tndustrfe/fe. 13 fevrier 1970 (n° 7). 

(51) Classification international^ . - < G 09 f. 

(54) Procede de fabrication d'etiquettes auto-ad heaves et tfispositif pour fa mise en tEUtffe 
de ce procede. 

(72) Invention ; 

@ Deposam : BAHTESAGHJ Angelo, residant en Italie. 




1.586.336 



. Mandataire : Cabinet Tony-Dura nd. 
(S3) Priorite conventionnelle ; 



(32) £3) (31) Brevet depos6 en ftalfe ie 18 octobre 1967. n Q 21.726 A/67 au nom du 
demandeun 



Vents des fascicules A l lMPRIMERIE NATIONALE, 27, rue de la Cbnventwn - PAfllS [15'l 

PAGE 5/1 8 ' RCVD AT 6/1 612006 3:52:01 PM [Eastern Daylight Time] * SVR;USPTO-EFXRF-5/6 * DNIS:2738300 * CSID:310 785 5390 * DURATION (mm-ss):05-32 



06/16/2006 11:51 FA1 310 785 5390 



JMBM 



1586336 

La present© invention a pour objet im precede" da fabrication d*e- 
tiquettes autoadnesives ainai qu'im dispositif pour la mise en oguvre 
de ce proce*de* 

Qa salt que le procdd©* le plus r4pandu de production d' etiquettes 
5 antoadhesives conaiste a faire passes la bande compose© de deox f euilles, 
l»une de support, 1" autre a etiquettes, maintennes uniee par un adneaif 
special dont eat enauite una face de la £ euille a etiquettee qui adnere 
de ce fait a la face de la feailla de support correspondaate, d'abord 
a travers una premiere paire de cyimdxes rotative (cylindre emporfce- 
10 piece et cylindre de ooatrepartie ©u contre-cyltaore^ ou a Ilea le de- 
couple de la feuille a etiquettes - dont lea etiquettes a contours 
aecoupea restent, biota entendu, attaches a leur feuille de support - 
©t, ensuite, a tracers one seconde paire de oylindrea, oonatituee eux 
ausai d'un cylindre export e-piece et a" en ootttre-cylindre , oh la feoilla 
15 de support eat coupe© en troncons portent ohacun plosieurs etiquettes 
deatineee a etre utilises ulterieureraent. 

Cependant, cette fabrication en deux phases dea etiquettes auto- 
adHesives precipes, entialne certains inconvenients. Par exeisple, lors- 
gae la bande avec lea Pianettes prealablement deconpees sur la premiere 
20 paire de cylindres passe but la eeconde pair© de oylindres pom- le 

troncoimafie da support, il peat so praduire un slisaement dee etiquettea 
par rapport a calai-ci, des ondulatlona ou dee rides dans la band*, 
etc.* II en result© que, lee etiquettes n^tant plus en regiatre, la 
precision de la coupe da support par rapport a ces derni&rea lsiase a 
25 desirer* 

L« inconvenient ei-deasus est particular ement eerieux lorsqu© lea 
etiquettes qui ne sont plus en registre doivent ©tre imprimees ou au- 
rimprijnees, car il est evident que, dana ce eaa, 1* impression typogra- 
phique se trouve deplacea et deaali©ie©» 
30 tJn autre inconvenient derive de la ne*eesaite de prevoir deux paizres 

de oylindres oe qui entrains, comme consequence, an prix Sieve* da dia- 
positif * 

I>a preaente invention a pour but de readier aox inconvenients pre- 
cites et a d'autres encore, £race a un procede* de fabrication d'eti- 

55 quettes autoadheeives a partir d'un© bande compoaee, forraae d'une 
feuille de support et d'unc feuille a. etiquettes, se derooOant d'une 
bobine, caracterise en ce que les operations d© decoupafi© d© ladite 
bande compose© sont realisees en une pbase unique pendant laquelle tant 
la decoupe ds la feuille a etiquettes que cell© de la' feuille de sup- 

40 port ont lieu de facgn sinmltanee, de sorte que, en fin desditea ope- 
rations, on obtient de ladite bande, apres en avoir ellmine lea rognu- 
res, un troncon de feuille da support portant le nombre d f etiquettes 
desire, ledit troncon et lesditea etiquettes etant respectivement tron- 
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conne" et decoupeea selon lea dimensions et aux endroita vo ulna , 

Bleu entenda, le principe de l 1 invention qui a ete* demerit ci-desaua, 
peat go prater a des modes d 1 execution- lea plus diver a en ce q.a± concer- 
ns lea mo yens permettant la mlae en oeuvre de ce prodde. 
5 D'une maniere avantageuae, le dispositif de decoupage et troncon- 

TiRga alnmltanea des deux f euilles compos ant la fonHIe a trait er, est 
realise" an n" at ills an t qu'une a sole pairs de cylindrea k de*couper rota- 
tive entro le equals on fait pasaer ladite bande conrposee, cnacun de aes 
cylindres fonctianaant a la tola en orgsne de coop a ou en emporte-piece, 
10 et en contre-organe de support, dans ce sans que c.bacon d'eux comport e 
aolt des parties co up ante a c onvenabl em en t disposes, aoit dee contre- 
parties ou plans de support, de telle aorta que, pendant la rotation 
des cyljnflres en vue de la fabrication des etiguettea, one partis con- 
pante de X'un de cos cylindrea correspond & to at moment a one centre- 
15 partis ou plan de support de 1* autre oylindre et vice versa, 

1*8 tranchanta dee parties coapantea de cnag.de oylindre ee troa- 
vent an rae des oontre-parties on plans de support da oylindre lui-m&me, 
Cea caracteristiguea et d'aatres particularity a de la present a in- 
vention eeront mieux comprises a la lecture de la description suivante 
20 qui se refers au dessin Q&Xiex4, lequel represent e, a titre purement 
illustratif , un mode de realisation de 1* Invention. 
Dans ce deosin i 

La figure 1 est une vue de face du diBposltif de de*coupage a ac- 
tions aimul-tan^ea, constitoa par une pairs unique de cylindrea rotatifsj 

2? La figure 2 montre at m£me dispositif en coupe tron aver Bale par— 

tlelle aolvant la ligne i-X de la figure 1 ; 

La figure 3 est uns wa en plan d v un tron? on de support garni d'une 
plurality d 1 etiquettes decouples, obtenn comme r^sultat da la phase de 
aScoupase-tronconiiage unique; et 

30 La figure 4 montre, en coupe axial e, eelon une representation am- 

plified et non a l'doheUe donnee a titre iHnatratif $ deux cylindrea 
rotatife en ooura de travail pax d£coupage aur la "bande compose*** 

Dans ces figures r le diepositif a actions de decoupage simultan^es 
X, est constat u£ par une paire de cylindrea rotatifs, auperieor 3 et in- 

35 ferieur C, dont la conception est £tudiee tout sp^cialement pour le but 
qu'on e'est propose d'atteindre. 

Cbacun des cylindrea B t C est poorvu d'un arbre, respectivement 10 
et 12, par lesquela leadita cylindrea sent entrain^ a en rotation dans 
les sens des flecaea T, a la m&me vitesse angulaire, de sorte qua, entre 

40 cea deux cyiindres, auoun gliaaement r slat if ne puisse avoix lieu, lea 
ases dea deux cylindrea 6tant par allele a et se troavant dans un m$me 
plan l'un par rapport a I 1 autre 0 0naq.u6 cylindre B, C ports, a aes ex- 
tr Smites, une paire de oouronnes de reglage cylindriques dgalea respec— 
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tiTement H» 16 et 18, 20, qui aont en contact entre ©lies par l»entra- 
taiae des generatrices 22, 24 de facon que, entre lea surfaces cylindri- 
quee opposees dea deax cylindres B, 0, il exists a tout moment! la m&ne 
diatance deBiree* 

5 La Hurface ext6rieure da cylindre S comporte plusiears parties 

tranchant ea 13, dont chacune present e 3 auivant un developpement en plan, 
une forme rectangulaire, de sorte que, dans le Gas illuetre, il e*iste 
quatre serieo de trenchants D, cnacune de ces series e~tant composes de 
qoatre tranchants aliga^a. CeB parties on tarda trail chants sont dasti- 
10 nes a decouper la feuille aoperieure * constituent la ieuille a Eti- 
quettes d 1 ^© bands composee & qui se deroule d'une bobine { non repre- 
sentee ) et dont la f euille intferieure H oonstitiie le support anqual 
ladite fettille £ adhere pax la surface de contact 27* 

lie cylindre B est forme* en outre aveo des contre-parties M, lea- 
15 quelles sont destinies a cooperer avec des parties tranchantea corree- t 
pondantea du cylindre 0. Chacttne das parties coup ant aa D comport© des 
tranchanta 26 attendant tranaversaleaeut a la direction d'avancement 
da la benae &. et des tranchents 2B attendant dans la m6me direction 
d'aVanceRent de cette bands* 
20 la cyliodre inferieur 0 eat fo*m6, dana ce cao, avec dea parties 

coupantes ST, qui sont destaneea a aglr ear les bords du sapport H et 
dont les trenchants 30 travaiHent par consequent longitudinalemant 
aur cea deroiers, aiasi qa'avec una partie coapante tranaVereale P, qui 
attend suivsnt une generatrice et dont le trenchant 32 agit transver- 
25 ealement aur ledit support H. De pins, le cylindre inferieur C est pour- 
7a d'une contre-partie ou plan de sapport Q qui est destine" a trav&iller 
en cooperation arec lee parties tranonantes du cylindre B. 

D'aprea ce qa'onvient d'exposer, le fonctionnement du diepositif A, 
pour la miee en oeuvre du precede" de fabrication d 1 etiquettes autoadtuS- 
30 eives eelon 1 1 invention t peat $tre resume" comine ©alt : 

Les cylindrea B,C qui sont regies so i$n. easement l*un par rapport a 
1'aatre de maniare a faire colncider exactement les parties coapantes 
avec les contra-parties de support correspondent es, en vue d 1 assurer le 
decoupage simoltana des deux f euilles J?, If de la bande compose"© & 9 
35 tournent dsns le sena des fleches Y, de aorte que la bande &, serree 
entre les deux oylindres, Be depiace dans le Bens de la fleche Z. les 
tranchants 26, 2S des parties coupantes D f qui travaillent k l^contre 
du plan de support oppose* Q, tranahent l"epaissaLtr si de la ^eoille F 
et an decoapent par suite lee etiquettes B en. parvenant an niveau de la 
40 surface de contact 27, leBditee etiquettes 5 reetant, bien entenda, 
colleea au support H, tandis que les ro«nure3 34 ainsi produites sont 
cnleT^es ensuite de la bande 

D'une facon BimuLtaneo, les parties coupantes H> qui tra-vaillent a 
1'encontre dee plans ou portiee opposeea M da cylindre B f trenchant, 
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par leura trenchant a 50 , l'epaiaseur gg de la feuille de aupport H en 
4 "barb ant loagit udinal sment ladite feuille dont lea rognurea 36 sont 
detacheea eneuite de la bande en traitement. 

Apres cheque to or oomplot dea cylindree precite's, la partle cou- 
5 pants P vient sa altuer, par sou tranchant 52, contre 1© plan oppoae* H 
du cyllndre B, de maniere a coaper traneversalement le support H, U ae 
forme ainsi le tron$on de bande Gl , qui ee oompoae d , nn troncon de feui— 
la de support El at d'une plnralite d 1 etiquettes B ( aa nombre de seise 
dans le caa lUuatrg; a tltre d'exezrplej le nombre des emporta-pieces 

to porte*B par la cylindre B de la, figure 4 eat different de celui du cy- 
lindre B dea figures 1 et 2 )- Le troncon de bande §1 est sepaie* de 
celle»cl lorsqu'on enlfeva lee rogxxarea de la feuille a etiquettes* 

II eat ol a1t que les operations de d6coupage et de trongonnage de 
la bands compose** G out lieu an. un cycle un.lq.ae et d'une facon almnl ta- 

15 tl6o tant pour la feuille de support H que pour la feuille a 6tlquettea F t 
et par consequent, arcane erreur de poaltionnement, on de d6re~glagO| &e 
peat ee produire, e*tant donne" que le tronson de bande 0-1 provensnt dadlt 
cycle d 1 operations n 8 a a aubir aucun traltement ulterieur, ce qui aesure 
one impression parf alternant en registre dee etiquettes dont ce troncon 

20 est garni* 

Ainai qu'on peat le noter en partieulier sur la figure 4 P lea tran- 
ehanta des parties coupantes de ehaque eyl Indre aont parf alternant au raa 
dea plans ou contre**partiea de support de celni— cl, ce qui permet un 
usinage ala^ de la surface de cea cylindres, ladlta surface pouvnnt fctre 

25 d , ailleurB aussl una surface rapport£e, qui est applique's a, on noyau 
correspondent ©t a or laquelle leadltes parties ooupantea et contr©— 
parties de support sont raaliB$es* 

Oomme on I 1 a d£Ja indique, la forme et l*orieatation des parties 
coupantes des oylindrea rot at if s peuvent de toute facon varier a elan lea 

30 decoupurea que I'on desire obtenir sur les f sullies formant la bande 

composite male aala en tenant oompta de ce que lee Tit esses peripheri- 
ques des oylindrea doivent etre tou jours agalea, on vue d'emp&cher touta 
possibility de gUssament deedita cylindrea l*inL par rapport a 1 B autre* 
En pratique » lea details de realisation da proce*de" selon 1'inventiaiL, 

55 ainsi que les details de construction dea dispositive permettant la miae 
en oeuvra de ce systems, pourront pubir des modifications oana sortlr 
pour cela da cadre de 1' invention nl du domains du brevet, 

ULJpr M B 

1, L ■ invention a pour objet ua proc^d^ de fabrication d 1 Etiquettes auto— 
40 adb^slves a paxtir d'une bande oorapoa^e forme's d"une feollle da support 
et d'une f e n1H e a etiquettes se d^roulant d'utte bobine, caract^risE en 
ce que les operations de d^coupage de ladlte bande composes sont effec™ 
tti£es en una pliaae unique pendant laquelle la d^ coupe de la feollle a, 
dtiquettas et cells de la feuille da support out lieu d'une facon 
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eimultanee, de aorte que, en fin de la pnaae precit6*9 # on obtient de 
ladite bande un troncon de support portant le nombre d* etiquettes dial- 
re, ledlt troncon els leaaites etiouettea Stant respectivement tronconne' 
et decoupdes selon des dimensions et aux endroits voulua* 
5 2- L T invention a encore pour objet un diapositii pour la miae en. oeuvre 
du proce*diS aelon le paresxapbe 1, <>&raete*riee ea ce qn'il est consti- 
tu6 par una paire de cylinoree de decoupage rotatif s, entre lesgaels 
on fait passer Xa bande pre*citee, chacon deadits cylindrea agissant a, 
la foiB en organe de coupe on en emporte-pi&ce, et en. cantre-organe ae 

10 support, dans ce seas que cOmcan d'eux comporte soit des parties coa- 
pantes convenablement dispoaeea et orienteea, soit des contre-partiea 
de support, de telle gorte que, pendant la rotation des oylindres lors 
de la fabrication dee etiquettes, one partie coapante de I'ttH deadita 
cylindrea correspond a tout moment a one contre-partie de support de 

15 I 1 autre cylindre et vice versa* 

5- dlspoalti* aelon le paragrapb-e 2 pent encore presenter l'one on 
1' autre ou I'une et 1' autre des particularity a suivsntes i 

a) Lea trancbsnts des parties coapantea de chaque cylindre se 
trouveat an raa des contre-parties de support du cylindre lui-memei 

20 b) Lea parties coupantea de l'un deedite cylindrea, qui sont des- 

tinaes a coaper en troncone la feuille de support de ladite bande com- 
posee, cooperent avec lea contre-partiea de l 1 autre cylindre en vue de 
realises ^galeoent, de facon simultane'e, l'sTbarbage on la coupe des 
deux bords longitudinaux de la bande precite*e. 
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The subject of the present invention is a method for manufacturing self-adhesive labels and 
a device for implementing this method- 

The most widespread method for production of self-adhesive labels is known to consist of 
having the band composed of two sheets, the one of backing and the other of labels held together 
by a special adhesive with which one side of the sheet of labels is covered so it therefore adheres 
to the corresponding surface of the backing sheet, first pass through a first pair of rotating 
cylinders (die cylinder and counterpart cylinder or counter-cylinder), where the cutting of the 
sheet of labels takes place — including the labels with cut out contours remain of course, attached 
to their backing — and, next, through a second pair of cylinders that are also made up of a die 
cylinder and counter-cylinder, where the backing sheet is cut in sections each bearing several 
labels intended for subsequent use. 

However, this manufacturing of the aforementioned self-adhesive labels in two phases leads 
to certain disadvantages. For example, when the band with the labels previously cut on the first 
pair of cylinders passes by the second pair of cylinders for cutting the backing in segments, this 
can result in a sliding of the labels relative to the backing, waves or wrinkles in the ban, etc. The 
result is that the labels are no longer in position and the precision of the cutting of the backing 
relative to the labels leaves something to be desired. 

The above disadvantage is particularly serious when the labels which are no longer 
registered must be printed or overprinted, because it is clear that in this case the typographic 
printing will be displaced and out of alignment. 

Another disadvantage comes from the necessity of providing two pairs of cylinders which 
consequently leads to a higher price for the device. 

The purpose of the present invention is to remedy the aforementioned disadvantages and 
others as well, through a self-adhesive label manufacturing method based on a compound band, 
formed from a backing sheet and a sheet of labels unwinding from a roll wherein the operations 
of cutting out from said compound band are performed in one single phase during which both the 
cutting of the label sheet and that of the backing sheet take place simultaneously such that, at the 
end of the operations, a segment of backing sheet bearing the desired number of labels is 
obtained from the said band after having eliminated the trimmings, said segments and said labels 
being respectively sectioned 
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and cut-out according to the desired dimensions and positions. 

Of course, the principal of the invention which was described above can lend itself to the 
most diverse modes of execution as it relates to the means allowing for the implementation of 
this method. 

Advantageously, the device for simultaneously cutting and segmenting the two sheets 
comprising the sheet to be processed is made by using only a single pair of cylinders for rotary 
cutting between which said compound band is made to pass, each of these cylinders operating as 
cutting or die press unit and support counterpart, in the sense that each of them comprises either 
suitably placed cutting parts, or counterpart or support planes, such that, during the rotation of 
the cylinders for the purpose of manufacturing the labels, a cutting part from one of the cylinders 
corresponds at any time to a counterpart or support plane of the other cylinder and vice versa. 

The sharp edges of the cutting parts of each cylinder are found in the area of the 
counterparts or support planes of the cylinder itself. 

These properties and other specifics of the present invention will be better understood by 
reading the following description which refers to the attached drawing, which shows an 
implementation mode of the invention for purely illustrative purposes. 

hi this drawing: 

Figure 1 is a front view of the cutting device with simultaneous action constituting a single 
pair of rotating cylinders; 

Figure 2 shows the same device in partial transverse cross-section along the line X-X from 

Figure 1; 

Figure 3 is an outline sketch of a segment of backing fitted with several cutout labels, 
obtained as a result of the single phase of cutting-segmenting; and 

Figure 4 shows, in axial cross-section, according to a magnified representation and not at 
the scale given as illustrative example, two rotating cylinders currently working by cutting the 
compound band. 

In these figures, the device with simultaneous cutting and actions A, is made up of the pair 
of rotating cylinders, upper B and lower C, whose design is studied specially for the purpose 
which it is proposed to reach. 

Each of the cylinders B and C is provided with a shaft, respectively 10 and 12, through 
which said cylinders are rotationally driven in the direction of the arrows Y at the same angular 
speed such that there is no relative sliding which can take place between the two cylinders, since 
the axes of the two cylinders are parallel and located in the same plane relative to each other. 
Each cylinder B and C has a pair of equal cylindrical adjustment rims at its extremities, 
respectively 
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14 and 16, and 18 and 20, which are in contact with each other by means of the generatrices 22 
and 24 such that between the opposing cylindrical surfaces of the two cylinders B and C there is 
the same desired distance at any time. 

The outer surface of the cylinder B comprises several cutting parts D, each of which has, as 
repeated on a plane, a rectangular shape, such that in the case shown, there are four series of 
sharp edges D, each of the series being composed of four aligned sharp edges. These cutting 
parts or edges are intended to cut the upper sheet F comprising the sheet of labels from a 
compound band G which unwinds from the rol) (not shown) and whose lower sheet H constitutes 
the backing to which said sheet F adheres by the contact surface 27. 

The cylinder B is additionally shaped with counterparts M, which are intended to cooperate 
with the corresponding cutting parts from cylinder C- Each of these cutting parts D comprises 
cutting edges 26 extending transversely in the direction in which the band G advances, and 
cutting edges 28 extending in the same direction as the band advances. 

In this case, the lower cylinder C is shaped with cutting parts N, which are intended to act 
on the edges of the backing H and whose cutting edges 30 consequently work longitudinally on 
this latter, together with a transverse cutting part P, which extends along a generatrix and whose 
cutting edge 32 acts transversely on said backing H. Further, the lower cylinder C is provided 
with a counterpart or support plane Q. which is intended to work in cooperation with the cutting 
parts of cylinder B. 

Following what was just presented, the operation of the device A, for implementing the 
method for manufacturing self-adhesive labels according to the invention, can be summarized as 
follows: 

The cylinders B and C are carefully adjusted relative to each other in order to make the 
cutting parts coincide exactly with the corresponding support counterparts in order to assure the 
simultaneous cutting of both sheets F and N from the compound band G turning in the direction 
of the arrows Y such that the band G held between the two cylinders moves in the direction of 
the arrow Z. The cutting edges 26 and 28 of the cutting parts D which work against the opposite 
support plane Q cut the thickness si of the sheet F and consequently cut out the labels E by 
reaching to the area of the contact surface 27, said labels E of course remaining glued to the 
backing H whereas the trimmings 34 produced this way are next removed from the band G. 

Simultaneously, the cutting parts N which work against the opposite planes or faces M of 
cylinder B, cut, 
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by their cutting edges 30, the thickness S2 of the backing sheet H. while longitudinally edging 
said sheet whose trimmings 36 are next detached From the band being processed. 

After each complete turn of the aforementioned cylinders, the cutting part P comes to be 
located, by its cutting edge 32, against the opposite plane M of the cylinder B so as to 
transversely cut the backing H. It thereby forms the band segment Gl , which is made up of a 
segment of the backing sheet HI and a plurality of labels E (16 of them in the case illustrated; as 
an example, the number of dies on the cylinder B from Figure 4 is different from that of cylinder 
B in Figures 1 and 2). The band segment Gl is separated from it when the trimmings are 
removed from the label sheet. 

It is clear that the cutting and segmenting operations on the compound band G take place in 
a single cycle and simultaneously for both the backing sheet H and the label sheet F, and 
consequently no positioning error or misadjustxnent can occur since it is given that the band 
segment Gl coming from said operation cycle has not undergone any subsequent processing, 
which assures a perfectly registered impression of the labels with which the segment is covered. 

Thus, it can in particular be noted in Figure 4 the sharp edges of the cutting parts from each 
cylinder are perfectly in the area of the flat surfaces or its support counterparts, which allows for 
an easy machining of the surface of the cylinders, said surface further capable of also being an 
added surface, which is applied to a corresponding core and on which said cutting parts and 
counterparts are made. 

As already indicated, the shape and orientation of the rotating cylinders' cutting parts can in 
any case vary according to the cut outs that one wishes to obtain on the sheets forming the 
compound band G, but that does not take into consideration that the peripheral speed to the 
cylinders must always be equal in order to block any possibility of relative slippage of said 
cylinders. In practice, the execution details of the method according to the invention, along with 
the details of construction of the devices making it possible to implement this system could 
undergo modifications without leaving the scope of the invention or the patent's domain. 

ABSTRACT 

1 . The purpose of the invention is a method for manufacturing self-adhesive labels from a 
compound band formed from a backing sheet and a sheet of labels unwinding from a roll 
wherein the operations for cutting said compound band are performed in a single phase during 
which the cutting of the sheet of labels and that of the backing sheet take place simultaneously, 
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such that, at the end of the aforementioned phase, a segment of backing bearing the desired 
number of labels is formed from said band, said segment and said labels being respectively 
sectioned and cut along the desired dimensions and areas. 

2. Another subject of the invention is a device for implementing the method according to 
paragraph 1 wherein it is comprised of a pair of rotary cutting cylinders, between which the 
aforementioned band is made to pass, each of said cylinders acting both as a cutting or die unit 
and as a counter unit for support, in the sense that each of them comprises either suitably 
arranged and oriented cutting parts, or support counter-parts, such that during the rotation of the 
cylinders during manufacturing of the labels, a cutting part of one of said cylinders corresponds 
at any moment to a support counterpart of the other cylinder and vice versa. 

3. The device according to paragraph 2 can have one or the other, or one and the other of the 
following specifics: 

a) The sharp edges of the cutting parts of each cylinder are found in the area of the 
support counterparts of the cylinder itself; 

b) The cutting parts of one of said cylinders, which are intended to cut the backing sheet 
of said compound band in segments cooperate with the counterparts from the other cylinder in 
order to also perform simultaneously the trimming or cutting of the two longitudinal edges of the 
aforementioned band. 
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